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(54) Indicator portion forming method for push switch and push switch having an indicator 
portion 



(57) A method for forming an indicator portion (13, 
55) on a push switch (10, 50) such as a pushbutton 
switch (1 0) or a membrane switch (50), the indicator por- 
tion being excellent in terms of design property and im- 
age quality and allowing fine picture patterns, designs, 
etc that are difficult to be reproduced with conventional 
printing systems to be represented with high resolution, 
and to provide a push switch (1 0, 50) having the indica- 
tor portion. In orderto form the indicator portion (13, 55), 
in which a color design image such as a letter, a pattern, 



design etc is indicated, on the push switch (1 0, 50), there 
are performed the following steps of: forming a colorant 
layer (18, 59) by printing a color design image on a base 
sheet (1 9, 58) by a printer; transferring the colorant layer 
(1 8, 59) to a transfer resin (1 2, 53) through an adhesive 
(15, 54), the transfer resin constituting a surface of the 
push switch (10, 50); and forming the indicator layer (13, 
55) on the transfer resin (12, 53) by peeling off the base 
sheet (19, 58) and using the colorant layer (18, 59) as 
the indicator layer (13, 55). 
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Description 

[0001] The present invention relates to a push switch, such as a pushbutton switch used in the operation portion of 
an electronic apparatus, a portable device, a vehicle-mounted switch, a remote controller etc., or a membrane switch 
used in an electronic apparatus, for example, as a thin switch input device. 

[0002] More specifically, the present invention relates to a method for forming, on a pushbutton switch, an indicator 
portion in which color design images such as letters, patterns, and designs are indicated, and to a pushbutton switch 
having the indicator portion. 

[0003] Also, the present invention relates to a method for forming, on a membrane switch, an indicator portion in 
which color design images such as letters, patterns, and designs are indicated, and a membrane switch having the 
indicator portion. 

[0004] Pushbutton switches used in electronic apparatuses such as portable telephones have an indicator layer for 
the indication of color design images such as letters, numerals, figures, symbols, and design patterns. Such an indicator 
layer is formed by printing shapes corresponding to letters, symbols, or the like on a key top mainly formed of a resin, 
by screen printing, pad printing, or the like. 

[0005] However, with the recent trend toward miniaturization and an increase in the functions of electronic appara- 
tuses, key tops of pushbutton switches are also becoming increasingly smaller in size. Thus, there is a need to enable 
indication of as many letters or numerals as possible, or complex figures, symbols, design patterns, etc. formed using 
multiple colors, on a small key top having a limited space. Consequently, with the conventional methods such as screen 
printing or pad printing, it has become increasingly difficult to form an indicator layer which is capable of high resolution, 
the resolution being a measure of the meticulousness of a drawing or the smoothness of an image, and on which fine, 
sharp designs are rendered. Further, the screen printing and the pad printing require the use of a printing plate for 
each color, so that the number of printing steps increases as the number of colors for printing increases, thus neces- 
sitating sophisticated printing techniques that enable a fine positional adjustment, or measures for preventing the in- 
trusion of contaminants. Further, when changing the design of a pushbutton switch, it is necessary to prepare new 
printing plates. Thus, the printing plates are prepared in accordance with colors required for each product, so that a 
great deal of time, labor, and costs is involved in storing and maintaining the printing plates. Due to the reasons de- 
scribed above, conventional methods based on printing, for example screen printing and pad printing, have proved 
inadequate to quickly respond to the diversity of designs and shorter life cycles, making it impossible to meet such 
demands as the simplification of the production steps, reduction in cost, and higher resolution. 
[0006] In contrast, as an alternative methodfor preparing an indicator layer on a pushbutton switch to the conventional 
printing methods, there is a method of bonding onto a key top a photographic sheet formed on a resin sheet by graphic 
photo-printing using a printer. A similar technique is described in JP 2000-231 849 A. However, with the above method, 
it is necessary to perform a post-processing of cutting the photographic sheets along the outer peripheral configurations 
of individual key tops using a carbon dioxide laser or a punching edge. In addition, because a rather thick photographic 
sheet is cut, burrs are easily produced on the cut surfaces. Further, the photographic sheet is integrated with the key 
top, making the above method unsuitable for dealing with the demand for reduced thickness. 

[0007] Membrane switches are used as thin switch input devices in, for example, electronic apparatuses. An example 
of conventional membrane switches is shown in Figs. 17 and 18. Such a conventional membrane switch, denoted 100, 
commonly has a construction as shown in Figs. 17 and 18. That is, the membrane switch is generally composed of a 
front-side film, or sheet material 101 that is exposed to the outward appearance of a not-shown electronic apparatus, 
a back-side film, or sheet material 102 received within the inner portion of the electronic apparatus, and a spacer 103 
arranged between the two film materials. Formed on the two sheet materials 1 01 and 1 02 are contact electrodes 1 01 
a and 1 02a, respectively. When pressed from above, the contact electrode 1 01 a of the front-side sheet material 1 01 
is brought into conducting contact with the contact electrode 102a of the back-side sheet material 102 by way of a 
through hole 103a formed in the spacer 103. Establishing such conducting contact makes it possible to attain a pre- 
determined switch function of the electronic apparatus. Advantages of the membrane switch 100 described above 
reside in the simplicity of its construction and its small thickness. As such , the switch is employed in various apparatuses 
as a switch input device of an electrical apparatus for which there is a particularly strong demand for miniaturization. 
[0008] In such a membrane switch 100, in general, letters, numerals, symbols, figures etc. are colors for indication 
or a colored exterior film 104 is bonded onto a portion thereof which is exposed to the outward appearance of the 
electronic apparatus. Such an exterior film 1 04 is typically obtained by screen-printing a coating material onto a resin 
film. However, with screen printing, it is necessary to prepare a printing plate for each color, which places a large burden 
in terms of both labor and cost. Further, when changing the design, it is necessary to prepare ail new printing plates 
from scratch, which leads to a further increase in labor and cost. To overcome the above problem, there is proposed 
a method for forming the exterior film 104 which includes: preparing a design by a personal computer; printing the 
design on a base sheet (not shown) such as paper or a PET film using a commercially available color printer to thereby 
prepare the external film 1 04; and stacking the exterior film 1 04 on the front-side film material 1 01 using an adhesive 



EP 1 367 618 A2 



tape or the like (for a similar technique, see Japanese Utility Model Application Laid-open No. Hei 5-90762). 
[0009] However, with the above-described method, it is also necessary to perform a step of cutting the exterior film 
104 along the outer peripheral configurations of individual membrane switches using a carbon dioxide laser or a punch- 
ing edge. In addition, burrs are easily generated resulting from the cutting step. Further, with the above-described 

5 method, it is commonly necessary to provide a protection sheet for protecting the printing surface subjected to printing 
using a color printer, which leads to a considerable increase in the overall thickness inclusive of the thickness of the 
base sheet. If the resulting structure is integrated as a part of the membrane switch, the flexibility of a portion subjected 
to pressing operation with, for example fingers is impaired, resulting in such problems that the operational feel as a 
membrane switch is degraded, on/off operation of the switch is not properly effected by the pressing operation, and 

io the like. Therefore, the above-described method is not suitable for application to membrane switches whose structural 
advantages reside in their small thicknesses. On the other hand, to avoid the problem described above, the printing 
surface subjected to printing by a color printer may be bonded onto a portion that is exposed to the outward appearance 
of the electronic apparatus. With this arrangement, however, the color design image is viewed from the back (from the 
side opposite to the printing surface), so that the image appears distorted. Thus, it is often difficult to view the image 

15 with good reproducibility while maintaining high resolution. 

[0010] The present invention enables forming an indicator portion having an excellent design image, on a push switch 
such as a pushbutton switch or a membrane switch. 

[001 1 ] That is, an object of the present invention is to inexpensively provide an indicator portion for pushbutton switch 
which enables indication of a large number of letters, symbols, or complex, fine picture patterns, design etc. with clarity 
20 and high resolution, allows a reduction in the number of manufacturing steps without requiring sophisticated printing 
techniques etc., and results in excellent design property and image quality. 

[0012] Another object of the present invention is to provide an indication portion for a membrane switch, in which 
letters, symbols, or patterns etc. serving as input elements exposed to the outward appearance of an apparatus has 
high resolution while exhibiting excellent design property and image quality, and a membrane switch having the indicator 
25 portion. 

[0013] To achieve the above objects, according to the present invention, there is provided an indicator portion forming 
method for a push switch, in which an indicator portion indicating a color design image such as a letter, a pattern, or 
a design is formed on the push switch, the method including: forming a colorant layer by printing a color design image 
on a base sheet by a printer; transferring the colorant layer to a transfer resin through an adhesive, the transfer resin 
30 constituting a surface of the push switch; and forming an indicator layer on the transfer resin by peeling off the base 
sheet and using the colorant layer as the indicator layer. 

[001 4] According to the indicator portion forming method for a push switch, the method performs the steps of: forming 
a colorant layer by printing a color design image on a base sheet by a printer; transferring the colorant layer to a transfer 
resin through an adhesive, the transfer resin constituting a surface of the push switch; and forming an indicator layer 

35 on the transfer resin by peeling off the base sheet and using the colorant layer as the indicator layer. As a result, an 
inexpensive, high-quality indicator portion can be obtained which allows a large number of letters, numerals, figures, 
symbols etc., or patterns of complex configurations with multiple colors to be indicated with sharp clarity on a small 
area of the push switch surface and which can be produced in a stable manner without relying on the skill of an operator. 
[0015] Further, according to the present invention, there is provided an indicator portion forming method for a push 

*o switch, in which the push switch is a pushbutton switch having a key top made of resin and the transfer resin is a key 
top main body of the pushbutton switch. According to the indicator portion forming method for a push switch described 
above, the base sheet is peeled off after the colorant layer is transferred to the transfer resin . As a result, a pushbutton- 
switch key top having a thin indicator layer can be obtained. Further, since the method does not involve cutting or 
punching out the base sheet, the pushbutton -switch key top obtained is of high quality with little generation of burrs. 

4 $ Thus, a pushbutton switch having such a key top is obtained. 

[0016] Further, according to the present invention, the push switch is a membrane switch including: an operation 
sheet which is provided with an indicator layer indicating a color design image such as a letter, a pattern, or a design 
and on which a depressing operation is performed; and a switch portion having contact electrodes provided in opposed 
positions, the switch portion executing a predetermined switch function when the contact electrodes, that are insulated 

50 from each other, are brought into electrical connection by the depressing operation on the operation sheet, and the 
transfer resin is a translucent film constituting a part of the operation sheet. 

[0017] When the push switch is formed as a membrane switch, an indicator layer having excellent resolution repre- 
senting the meticulousness of a drawing or the smoothness of an image can be formed on the membrane switch stably 
and inexpensively without using complex printing techniques. As a result, a high-quality membrane switch can be 
55 obtained. In particular, since the base sheet is peeled off in the course of forming the operation sheet of the membrane 
switch, the operation sheet can be reduced in thickness, thereby making it possible to obtain a membrane switch with 
a good operating feel and an excellent operational accuracy. Further, the colorant layer is transferred, so that the 
resulting membrane switch has an indicator layer of high quality, which can be formed without requiring cutting or 
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punching out the base sheet after the transfer process and in which few burrs are produced. 

[0018] Further, according to the present invention, there is provided an indicator portion forming method for a push 
switch, in which the transfer resin is formed of a transparent or semi-transparent resin and the colorant layer is trans- 
ferred to a back surface of the transfer resin. 

[001 9] According to the indicator portion forming method for a push switch , the transfer resin is formed of a transparent 
or semi-transparent resin and the colorant layer is transferred to the back surface of the transfer resin. As a result, 
even when the colorant layer is transferred, a color design image outputted by a printer can be viewed from the front 
side (the printing surface side), thereby making it possible to form an image such as a letter, a symbol, a pattern etc. 
having high resolution and high appearance quality. Where the image is viewed from the side opposite to the printing 
surface side, ink smears onto the base sheet or a receiving layer and the like formed on the base sheet, so that there 
are cases where a surface with ink smeared thereon is viewed. Therefore, it is considered that viewing an image from 
the printing surface side results, in many cases, in a resolution superior to that obtained when the image is viewed 
from the side opposite to the printing surface. 

[0020] Further, according to the present invention, there is provided an indicator portion forming method for a push 
switch, in which the base sheet has an image bearing layer and the colorant layer is formed by printing a color design 
image on the image bearing layer by using a printer. 

[0021] According to the indicator portion forming method for a push switch, the base sheet has an image bearing 
layer and the colorant layer is formed by printing a color design image on the image bearing layer by using a printer, 
thereby making it possible to reproduce an image having excellent resolution with excellent adherence and absorption 
of a colorant such as ink or toner. Further, in addition to having an indicator layer of excellent water resistance and 
weatherability in which the colorant is protected with the image bearing layer, because the colorant layer can be trans- 
ferred onto the transfer resin side with accuracy, the push button obtained has high appearance quality and is excellent 
in terms of resolution and image quality. In particular, if the image bearing layer is formed of a porous material having 
a binding phase composed of inorganic particles that are bound by a binder resin, a push switch is obtained which is 
excellent in terms of transfer property with little generation of burrs even when removing the base sheet, as well as in 
terms of ink absorption, storage stability of the indicator layer, and appearance quality of the obtained image. Further, 
if the image bearing layer is provided with a large number of longitudinal pores opening in a direction normal to the 
base sheet surface, the image bearing layer is readily exfoliated upon the transfer and is therefore excellent in terms 
of r transferability. In particular, when an ink jet printer is used, ink absorption is effected instantaneously due to the 
strong ink absorption force afforded by the ink jet printer, making it possible to obtain a push switch allowing high 
appearance quality of the obtained image with no running of ink. 

[0022] Further, according to the present invention, there is provided an indicator portion forming method for a push 
switch, the method including forming an auxiliary coloring layer for adding such colorations as metallic colors like gold , 
silver etc., or a white color. 

[0023] According to the indicator portion forming method for a push switch, the method includes performing the step 
of forming the auxiliary coloring layer for adding such colorations as metallic colors like gold, silver etc., or a white 
color. Therefore, an image having colorations such as metallic colors like gold, silver etc, or white, pearl etc., which 
are difficult to reproduce with a color printer that typically uses CMYK ink, can be easily formed, whereby an indicator 
portion with good color reproducibility which is excellent in terms of image quality and design can be obtained. In 
particular, it is possible to perform the step of forming an auxiliary coloring layer, which serves to add such colorations 
as metallic colors like gold, silver etc., or a white color, on a transfer resin or on a colorant layer before or after the 
colorant layer is transferred onto the transfer resin. 

[0024] Further, according to the present invention, there is provided an indicator portion forming method for a push 
switch, in which the adhesive is a transparent or semi-transparent hot-melt adhesive, and the transfer of the colorant 
layer is effected by thermal transfer. 

[0025] According to the indicator portion forming method for a push switch, the transfer of the colorant layer is effected 
by thermal transfer using a transparent or semi-transparent hot-melt adhesive, whereby the curing time of the adhesive 
is shortened and the transfer process is completed instantaneously to achieve good operability and high productivity, 
and further high operational efficiency is attained since there is no need to additionally provide a step for curing the 
adhesive. Additionally, the method ensures high quality, little generation of burrs etc., and excellent yield since it allows 
a desired portion to be transferred onto the transfer resin with accuracy. Further, a push switch having the indicator 
portion that is obtained by the above-described method is formed by using a hot-melt adhesive, so that it is excellent 
in terms of humidity resistance and storage stability without causing any change in its strength etc. overtime. Further, 
the adhesive used is a transparent or semi-transparent adhesive, so that an illuminated push switch can be obtained 
which can sufficiently transmit light with no loss of clarity of an image formed on the indicator layer. 
[0026] Further, according to the present invention, there is provided an indicator portion forming method for a push 
switch, the method including printing a color design image by using a printer employing an ink jet printing system. 
[0027] According to the indicator portion forming method for a push switch, an ink jet printer is used as the printer, 
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whereby full color representation and high speed printing are facilitated, thus allowing instantaneous imaging of color 
design data. Further, there can be obtained an indicator portion realizing a near-photograph image quality and excellent 
resolution. Further, ink for the ink jet printer is transferred while remaining infiltrated in the porous material whereby a 
push switch having an indicator layer that is excellent in terms of weatherability and color developability can be obtained 
[0028] Further, according to the present invention, there is provided a push switch having an indicator portion indi- 
cat.ng a color des.gn image such as a letter, a pattern, a design etc., characterized by including an indicator layer on 
a surface of the push switch, the indicator layer being obtained by printing the color design image through an adhesive 
layer by using a printer. 

[0029] According to the push switch, the indicator layer, which is obtained by printing a color design image through 
an adhesive layer by using a printer, is provided on a surface of the push switch. Therefore, a push switch is obtained 
which allows a large number of letters, numerals, symbols etc, or patterns of complex configurations with multiple 
colors to be indicated with sharp clarity and at high resolution on a small area of the push switch surface 
[0030] Further, according to the present invention, the push switch may be used as a pushbutton switch having a 
key top made of resin. Also, according to the present invention, the push switch may be used as a membrane switch 
including: an operation sheet which is provided with an indicator layer for indicating a color design image such as a 
letter, a pattern, or a des.gn and on which a depressing operation is performed; and a switch portion having contact 
electrodes provided in opposed positions, the switch portion executing a predetermined switch function when the con- 
tact electrodes that are insulated from each other are brought into conduction by the depressing operation on the 
operation sheet. 

20 [0031] If the push switch is used as a pushbutton switch or a membrane switch, the pushbutton switch or the mem- 
brane switch thus obtained has an indicator portion capable of indicating a large number of letters, numerals symbols 
etc., or patterns of complex configurations with multiple colors on a surface of the pushbutton switch or the membrane 
switch. Further, the indication portion can be formed to have a small thickness, so that when it is applied to a membrane 
swrtch, there .s obtained a membrane switch that provides good operating feel with respect to a depressing operation 
wrth no loss of the flexibility of the operation sheet that is subjected to displacement upon the depressing operation 
[0032] Further, according to the present invention, there is provided a push switch to be used as a membrane switch 
m wh.ch the operation sheet constitutes a part of the swrtch portion and contact electrodes are formed on the operation 
sheet. r 

[0033] According to the membrane switch, the operation sheet constitutes a part of the switch portion so that there 
is no need to join the operation sheet having an indicator layer onto the switch portion executing the switch function 
and the resulting absence of a joint portion allows a corresponding reduction in layer thickness. Further, the contact 
electrodes are formed on the operation sheet, so that a flexible film having the contact electrodes provided thereon 
need not be provided separately from the operation sheet. Therefore, a reduction in layer thickness is achieved as 
compared with the case where the operation sheet is laminated on the flexible film, whereby a membrane switch is 
obtained which provides an excellent operating feel with respect to a depressing operation with hardly any no loss of 
the flexibility of the operation sheet that is subjected to displacement upon the depressing operation 
[0034] Further, if the front surface of the push switch is formed of a translucent resin and the indicator layer is formed 
on the back surface of the translucent resin, a color design image printed by a printer can be viewed from the front 
side (the printing surface side), thereby making it possible to form an image such as a letter, a symbol, a pattern etc 
hav.ng high resolut.on and high appearance quality. Further, if the indicator layer is obtained by printing it on a base 
sheet having a porous image bearing layer and impregnating ink into the image bearing layer, an image of excellent 
resolution can be reproduced which is excellent in terms of ink absorption and formed of dots that are closer to regular 
circles. Further, in addition to having an indicator layer of excellent water resistance and weatherability in which the 
colorant constituting ink is protected with the image bearing layer, because the colorant layer can be transferred onto 
the transfer resin side with accuracy, the push button obtained has high appearance quality and is excellent in terms 
of resolution and image quality. In particular, if the image bearing layer is formed of a porous material having a bindinq 
phase composed of inorganic fine particles that are bound by a binder resin, a push switch is obtained which is excellent 
in terms of transfer property with little generation of burrs even when removing the base sheet, as well as in terms of 
ink absorption, storage stability of the indicator layer, and appearance quality of the obtained image. Further if the 
.mage beanng layer is provided with a large number of longitudinal pores opening in a direction normal to the base 
shee surface, the .mage bearing layer is readily exfoliated upon the transfer and is therefore excellent in terms of 
transferability. 

[0035] Further, according to the present invention, the push switch may further have an auxiliary coloring layer for 
adding such colorations as metallic colors like gold, silver etc., or a white color. If the auxiliary coloring layer for adding 
such colorations as metallic colors like gold, silver etc., or a white color is provided, an image having colorations such 

35 m ™ ~ 0rS 9 ° ,d ° r Si,Ver ' White ' pGarl etC - Which are difficu,t t0 ^produce with a color printer that typically 
uses CMYK ink, can be indicated with sharp clarity, whereby the obtained pushbutton switch has good color reproduc- 
ibility and is excellent in terms of image quality and design. 
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[0036] Further, if the adhesive layer is formed of a hot-melt adhesive, there can be obtained a push switch realizing 
near-photograph image quality and excellent resolution. 

[0037] Further, according to the present invention, there is provided a so-called illuminated push switch in which the 
respective layers constituting the push switch are translucent so that light exiting from an inner light source can be 
transmitted therethrough to the exterior for illumination. According to the push switch, the light from the inner light 
source is transmitted through the push switch to the exterior for illumination, thereby realizing improved decorative 
property and improved visibility at night or in a dark place. 

[0038] The foregoing description of the present invention should not be construed restrictively. The objects, advan- 
tages, features, and uses of the invention will become more apparent from the following description given with reference 
to the accompanying drawings. Further, it is to be understood that various modifications made without departing from 
the gist of this invention fall within the scope of the invention. 
[0039] In the accompanying drawings: 

Fig. 1 is a longitudinal sectional view of a pushbutton switch according to Embodiment 1 of the present invention; 
Figs. 2A through 2E are longitudinal sectional views showing respective steps of manufacturing a key top for the 
pushbutton switch according to Embodiment 1 of the present invention; 

Fig. 3 is a longitudinal sectional view of a pushbutton switch according to Embodiment 2 of the present invention; 
Figs. 4A through 4E are longitudinal sectional views showing respective steps of manufacturing a key top for the 
pushbutton switch according to Embodiment 2 of the present invention; 

Fig. 5 is a longitudinal sectional view of a pushbutton switch according to Embodiments of the present invention; 
Figs. 6A through 6E are longitudinal sectional views showing respective steps of manufacturing a key top for the 
pushbutton switch according to Embodiment 3 of the present invention; 

Fig. 7 is a longitudinal sectional view of a pushbutton switch according to Embodiment 4 of the present invention; 
Figs. 8A through 8E are longitudinal sectional views showing respective steps of manufacturing a key top for the 
pushbutton switch according to Embodiment 4 of the present invention; 

Fig. 9 is a flowchart that compares the indicator portion forming method for a pushbutton switch of the present 
invention and that for a pushbutton switch of the prior art; 

Fig. 10 is a longitudinal sectional view of a membrane switch according to Embodiments of the present invention; 
Figs. 11 A through 11 D are longitudinal sectional views showing respective (first half) steps of manufacturing a key 
top for the membrane switch according to Embodiment 5 of the present invention; 

Figs. 12A through 12C are longitudinal sectional views showing respective (latter half) steps of manufacturing a 
key top for the membrane switch according to Embodiment 5 of the present invention; 

Fig. 1 3 is a longitudinal sectional view showing the step of forming an auxiliary coloring layer on an operation sheet; 
Fig. 14 is a longitudinal sectional view of a membrane switch according to Embodiments of the present invention; 
Fig. 15 is a flowchart that compares the indicator portion forming method for a membrane switch of the present 
invention and that for a membrane switch of the prior art; 

Fig. 16 is a plan view of a push switch according to an embodiment of the present invention; 
Fig. 1 7 is an exploded perspective view of a conventional membrane switch; and 
Fig. 1 8 is a longitudinal sectional view of the conventional membrane switch. 

[0040] A push switch of the present invention may be implemented as one of: a pushbutton switch obtained by joining 
together a key pad, which is placed on a circuit board having contact electrodes and formed of a rubber-like elastic 
body, and a key top made of a resin; and a membrane switch including an operation sheet subjected to depressing 
operation and provided with an indicator layer indicating color design images such as letters, patterns, and designs, 
and a switch portion having contact electrodes that are arranged in opposed positions and executing a predetermined 
switch function when the contact electrodes that are insulated are brought into conduction with each other by the 
depressing operation on the operation sheet. Hereinbelow, a description will be given of each of the embodiment in 
which the invention is implemented as a pushbutton switch having a key top of a hard resin and the embodiment in 
which the switch is. implemented as a membrane switch. Where no difference exits between the both embodiments, a 
redundant description will be omitted. 

(1) Layer structure and manufacturing method 

(A) "pushbutton switch" 

[0041 ] A pushbutton switch of the present invention will be described with reference to the drawings. First, a descrip- 
tion will be given of a layer structure and a manufacturing method for a key top of the pushbutton switch. 
[0042] A key top for pushbutton switch is generally formed by laminating function layers such as an indicator layer, 
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an auxiliary coloring layer, and an adhesive layer for joining those two layers, on the front or back surface of a key top 
main body formed of a resin. However, the key top may take several different embodiment modes according to differ- 
ences in relative arrangement of the respective layers. 

Embodiment 1 

[0043] Fig. 1 is a longitudinal sectional view of a pushbutton switch 10 that uses a push button -switch key top 11 
according to Embodiment 1 of the present invention. On the back surface 12a of a key top main body 12 formed of a 
transparent or semi-transparent resin, an indicator layer 13 for indicating letters, symbols etc. and having transferred 
thereon a colorant layer obtained by batch output of color design data, and an auxiliary coloring layer 14 for adding 
such colorations as metallic colors like gold, silver etc. or a white color are laminated through an adhesive layer 15 
The pushbutton-switch key top 11 is integrated with a key pad 17 formed of a rubber-like elastic body by using an 
adhesive 1 6, thus forming the pushbutton switch 1 0. 

[0044] The manufacture of the pushbutton-switch key top 11 according to Embodiment 1 is performed as follows 
First, using an output device (not shown) such as a printer capable of performing batch output of color design data a 
color design image is printed on a base sheet 1 9 to form a colorant layer 1 8 (Fig. 2A). Next, the adhesive 1 5 is coated 
on the front surface of the colorant layer 1 8 or on the back surface 12a of the key top main body 12 (Fig. 2B) Thereafter 
the base sheet 1 9 is contact-bonded to the key top main body 12 (Fig. 2C), thereby transferring the colorant layer 18 
onto the key top main body 12 from the base sheet 19. Then, the base sheet 19 is peeled off (Fig. 2D). The auxiliary 
coloring layer 14 is coated on the indicator layer 13 that is transferred and formed on the key top main body 12 (Fig 
2E), thus obtaining the pushbutton-switch key top 1 1 . The key pad 1 7 is bonded to the obtained pushbutton-switch key 
top 11 , thereby obtaining the pushbutton switch 10. 

Embodiment 2: 



[0045] Fig. 3 is a longitudinal sectional view of a pushbutton switch 20 that uses a push button -switch key top 21 
according to Embodiment 2 of the present invention. Coated on the front surface 22a of a key top main body 22 made 
of a resin is an auxiliary coloring layer 24, on which an indicator layer 23 is laminated through an adhesive layer 25 
The pushbutton-switch key top 21 is integrated with a key pad 27 formed of a rubber-like elastic body by using an 

30 adhesive 26, thus forming the pushbutton switch 20. 

[0046] The manufacture of the pushbutton-switch key top 21 according to Embodiment 2 is performed as follows 
The process for forming the colorant layer 28 is the same as that of Embodiment 1 (Fig. 4A). In Embodiment 2, first 
the auxiliary coloring layer 24 is formed by coating on the front surface 22a of the key top main body 22 (Fig. 4B) Next' 
the adhesive 25 is coated on the auxiliary coloring layer 24 or the colorant layer 28 (Fig. 4C). Thereafter a base sheet 

35 29 is contact-bonded to the key top main body 22 (Fig. 4D), thereby transferring the colorant layer 28 onto the key top 
main body 22 from the base sheet 29. Then : the base sheet 29 is peeled off (Fig. 4E). Thus, the pushbutton-switch 
key top 21 is obtained which has the indicator layer 23 provided on the front surface side of the key top main body 22 
The key pad 27 is bonded to the obtained pushbutton -switch key top 21 , thereby obtaining the pushbutton switch 20 



*o Embodiment3: 



[0047] Fig. 5 is a longitudinal sectional view of a pushbutton switch 30 that uses a pushbutton-switch key top 31 
according to Embodiment 3 of the present invention. An indicator layer 33 is laminated through an adhesive layer 35 
on the front surface 32a of a key top main body 32 made of a resin. An auxiliary coloring layer 34 is provided on the 
back surface 32b of the key top main body 32. The pushbutton-switch key top 31 is integrated with a key pad 37 formed 
of a rubber-like elastic body by using an adhesive 36, forming the pushbutton switch 30. 

[0048] The manufacture of the pushbutton-switch key top 31 according to Embodiment 3 is performed as follows 
The process for forming the colorant layer 38 is the same as those of Embodiments 1 and 2 (Fig. 6A). In Embodiment 
3, the auxiliary coloring layer 24 is formed by coating on the back surface 32b of the key top main body 32 (Fig 6B) 
The adhesive 35 is coated either on the front surface 32a of the key top main body 32 or on a colorant layer 38 (Fig 
6C). Thereafter, a base sheet 39 is contact-bonded to the key top main body 32 (Fig. 6D), thereby transferring the 
colorant layer 38 onto the key top main body 32 from the base sheet 39. Then, the base sheet 39 is peeled off (Fig 
6E). Thus, the pushbutton-switch key top 31 has the indicator layer 33 provided on the front surface 32a side of the 
key top main body 32, The key pad 37 is bonded to the obtained pushbutton-switch key top 31 thereby obtaining the 
55 pushbutton switch 30. 
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Embodiment 4: 

[0049] Fig. 7 is a longitudinal sectional view of a pushbutton switch 40 that uses a pushbutton-switch key top 41 
according to Embodiment 4 of the present invention. An indicator layer 43 and an auxiliary coloring layer 44 are lam- 
inated through an adhesive layer 45 on the front side 42a of a key top main body 42 made of a resin. The pushbutton- 
switch key top 41 is integrated with a key pad 47 formed of a rubber-like elastic body by using an adhesive 46, thus 
forming the pushbutton switch 40. 

[0050] The manufacture of the pushbutton-switch key top 41 according to Embodiment 4 is performed as follows. 
The process forformingthe colorant layer 48 is the same as those of Embodiments 1 through 3 (Fig. 8A). In Embodiment 
4, the auxiliary coloring layer 44 is then laminated by coating on the colorant layer 48 (Fig. 8B). Then, the adhesive 45 
is coated on the front side 42a of the key top main body 42 or on the auxiliary coloring layer 44 (Fig. 8C). Thereafter, 
a base sheet 49 is contact-bonded to the key top main body 42 (Fig. 8D), thereby transferring the colorant layer 48 
onto the key top main body 42 from the base sheet 49. Then, the base sheet 49 is peeled off (Fig. 8E). Thus, the 
pushbutton-switch key top 41 is obtained. The key pad 47 is bonded to the obtained pushbutton-switch key top 41 , 
thereby obtaining the pushbutton switch 40. 

Other Embodiments: 

[0051] In addition to the base sheet 19, 29, 39, 49 on which surface treatment is not performed : a release layer can 
be provided for improving separation between the base sheet 19, 29, 39, 49 and the respective colorant layer 1 8, 28, 
38, 48, or a receiving layer for allowing the colorant layer to be neatly printed may be also formed on the base sheet 
19, 29, 39, 49. Further, the auxiliary coloring layer 14, 24, 34, 44 may not be provided unless particularly required. In 
this case, if the auxiliary coloring layers 24, 34, and 44 are not provided in Embodiments 2 through 4, respectively, the 
constructions of the key top resulting from those Embodiments will be the same. 

[0052] As occasion demands, modifications may be made as appropriate to provide a new layer to a part of the 
construction of the above-described push button -switch key top, such as providing a protection layer for protecting the 
indicator layer 13, 23, 33, 43 or providing a weatherproof resin layer containing an ultraviolet absorbing agent. Also, 
in the. pushbutton-switch key top 11 according to Embodiment 1 , for example, a layer for indicating a given design, 
pattern, color, or the like may be inserted between the adhesive layer 15 andthe key top main body 1 2 separately from 
the indicator layer 1 3. As a result, there may be cases where a step is generated in the key top main body back surface 
12a when such a layer is formed on the back surface 12a of the key top main body 12.^However, the generation of 
such a step can be alleviated if the transfer is performed using a hot-melt adhesive. Hence, the transferability is not 
affected. 

[0053] As a method for transferring the colorant material 18, 28, 38, 48 from the base sheet 1 9, 29, 39, 49 onto the 
key top main body 12, 22, 32, 42, respectively, thermal transfer is performed in addition to the transfer by contact 
bonding. The conditions for the thermal-transfer depend on such various conditions as the materials and thicknesses 
of the adhesive layer 15, 25, 35, 45, the key top main body 1 2, 22, 32, 42 etc., and the air temperature: generally, using 
a hot-melt adhesive as the adhesive, the base sheet 19, 29, 39, 49 and the key top main body 12, 22, 32 : 42 are 
pressed against each other under the conditions of 150 to 240°C and 0.3 Mpa for 2 seconds, thereby effecting the 
transfer. 

[0054] Fig. 9 is a flowchart comparing the steps of forming an indicator layer in each of the pushbutton switch 10 
according to Embodiment 1 and a pushbutton switch that is a conventional product. Now, assume a case where the 
indicator layer 1 3 composed of three color materials is provided on the key top back surface and the auxiliary coloring 
layer 14 of white color is provided on the back surface of the key top main body 12. In this case, in the conventional 
product (a), the printing step is performed for each color, and further the drying process needs to be performed for 
each color. In contrast, in the product of the present invention (b), the colorant layer 18 for indicating a letter, a pattern, 
or the like can be formed in a single step, and the indicator layer 13 can be provided by performing thermal transfer 
thereof onto the key top main body 12 through the hot-melt adhesive 15, thus realizing a significant reduction in the 
number of steps. The reduction in the number of manufacturing steps will become more pronounced as the number 
of colors used in a design increases. 

(B) "membrane switch" 

[0055] An indicator portion forming method for a membrane switch according to an embodiment of the present in- 
vention and a membrane switch having the indication portion will be described with reference to the drawings. 
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Embodiment 5: 



[0056] A membrane switch 50 according to an embodiment of the present invention which is shown in Fig 10 has 
a switch portion 51 consisting of a laminate structure obtained by integrating together a base film 51b having contact 
electrodes 51 a formed in a part of a board circuit (not shown) and a flexible film 51c having the contact electrodes 
51a similarly formed thereon, with a spacer 51 b being provided therebetween. The switch portion 51 is an area where 
the force generated by a depressing operation on the membrane switch 50 is applied to execute the switch function 
thereby generating an electrical signal. Also, the membrane switch 50 has on a surface of the switch portion 51 an 
operation sheet 52 which is exposed to the outward appearance of the membrane switch 50 and in which input elements 
such as letters, symbols, figures etc are indicated. The operation sheet 52 is formed by laminating a translucent film 
53, a first adhesive layer 54, an indicator layer 55, and, as occasion demands, an auxiliary coloring layer 56 Then 
the switch portion 51 and the operation sheet 52 are adhered together through a second adhesive layer 57 to be 
integrated with each other, thereby forming the membrane switch 50. 

[0057] The operation sheet 52 as a component of the membrane switch 50 is manufactured as follows First a color 
design .mage such as a letter, a symbol, or a design is printed on a material sheet 58 from an output device (not shown) 
that performs batch output of color design data stored in a color printer or the like. Then, a colorant layer 59 containinq 
a colorant such as ink or toner is formed on the base sheet 58 (Fig. 11 A). In this case, a receiving layer (not shown) 
for allowing the colorant to be borne on the base sheet 58, a release layer (not shown) for facilitating the transfer of 
the colorant layer 59, or the like may be also formed in advance. 

?S?L NSXt ' a " adhesive servin 9 as the first adhesive layer 54 is coated on a surface of the colorant layer 59 (Fig 
1 1 B). Then, on the base sheet 58 having the respective layers laminated thereon, the translucent film 53 that is trans- 
parent or semi-transparent is laminated (Fig. 1 1 C). The colorant layer 59 is then transferred onto the translucent film 
53 from the base sheet 58 by application of pressure, heat, or the like (Fig. 11 D). Thereafter, the base sheet 58 is 
peeled off. Upon stripping off the base sheet 58, the transferred colorant layer 59 forms the indicator layer 55 on the 
translucent film 53. Thus, the operation sheet 52 having the indicator layer 55 provided on the translucent film 53 is 
obtainea (Fig. 12A). 

[0059] To form the membrane switch 50 using this operation sheet 52, the second adhesive layer 57 is formed on 
the surface on the indicator layer 55 side of the operation sheet 52 by applying a double-faced tape or an adhesive 
and is bonded onto the flexible film 51c that constitutes a part of the switch portion 51 of the membrane switch 50 (Fig' 
12B). Thus, the membrane switch 50 in which the operation sheet 52 and the switch portion 51 are integrated together 
is obtained (Figs. 1 2C and 1 0). In the above example, the surface on the indicator layer 55 side is subjected to adhesion 
so as to ensure that a color design image outputted by the printer can be viewed from the front side (the printing surface 
side) so that a h.gh-resolution, high-quality image indicative of a letter, a symbol, or a pattern is obtained Note that 
as the switch portion 51 of the membrane switch 50, it is possible to use a switch portion 51 formed by a commonly 
used technique such as forming the contact electrodes 51 a by printing conductive ink on a thin film, making the 
electrodes oppose each other through the spacer 51 d, and then adhering the electrodes together. 
[0060] Colorations that are difficult to express with a color printer, for example, metallic colors such as gold and silver 
or colorations such as white and pearl, can be indicated with good reproducibility by separately forming the auxiliary' 
colonng layer 56 that serves to add those colors. That is, for example, a step of laminating the auxiliary coloring layer 
56 on the indicator layer 55 by screen-printing or the like is performed between the step shown in Fig. 12A and that 
shown m Fig. 12B described above (Fig. 13). Note that this step is unnecessary if there is no need or desire to form 
the auxiliary coloring layer 56. 

[0061] As a method of transferring the colorant material 59 from the base sheet 58 onto the translucent film 53 
thermal transfer is performed in addition to the transfer by contact bonding. The conditions for the thermal transfer 
depend on such various conditions as the materials and thicknesses of the first adhesive layer 54, the translucent film 
53 etc. and the air temperature: generally, using a hot-melt adhesive as the adhesive, the base sheet 58 and the 
translucent film 53 are pressed against each other under the conditions of 1 50 to 240°C and 0 3 Mpa for 2 seconds 
thereby transferring a desired portion of the colorant layer 59. 

[0062] In the membrane switch 50 of the present invention, as occasion demands, modifications may be made as 
appropriate, for example, to provide a new layer such as a weatherproof resin layer containing an ultraviolet absorbing 
agent to a part of the above-described construction. Also, for example, a layer for indicating a given design pattern 
coloration, etc may be inserted between the first adhesive layer 54 and the translucent layer 53 separately from the 
indicator layer 53. There may be cases where a step is generated in the translucent film 53 when such a layer is formed 
on the translucent film 53. However, the generation of such a step can be alleviated if the transfer is performed using 
a hot-melt adhesive and therefore the transfer property is not affected. 
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Embodiment 6: 



[00631 A membrane switch 60 according to another embodiment of the present invention is shown in Fig. 1 4. While 
in the membrane switch 50 described in the preceding embodiment the operation sheet 52 is adhered to the flexible 

5 film 51c of the switch portion 5l'that is assembled in advance, in the membrane switch 60, the operation sheet 62 itself 
is used as a substitute for the flexible film 51c. That is, in this case, using the operation sheet 62 formed in the same 
manner as the operation sheet 52 manufactured by the method described in the above-described embodiment, the 
contact electrodes 51 a are formed in this operation sheet 62. Then, the step of integrating the operation sheet 62 with 
the base film 51b which has the contact electrodes 51a formed thereon, while sandwiching the spacer 51 d therebe- 

10 tween is similarly performed as aforementioned. Thus, the membrane switch 60 having the operation sheet 62 as a 
part of the switch portion 61 is prepared. 

[0064] In still another embodiment of the present invention, there may be provided a membrane switch (not snown) 
in which the indicator layer is formed on the flexible film 51 c by transferring the colorant layer 59 onto the flexible film 
51c of the switch portion 51 that is assembled in advance. 

is [0065] Fig 1 5 is a flowchart comparing the steps of forming an indicator layer in each of the pushbutton switch 50 
according to Embodiment 5 and a pushbutton switch that is a conventional product. Now, assume a case where an 
indicator layer composed of three color materials and an auxiliary coloring layer of white color are provided on a surface 
of the flexible film. In this case, in the conventional product (a), the printing step is performed for each color, and further 
the drying step needs to be performed for each color. In contrast, according to the method of manufacturing the mem- 

20 brane switch 50 (b) of the present invention, the colorant layer 59 for indicating a letter, a symbol, a design, or the like 
can be formed in a single step, and the indicator layer 55 can be provided by performing thermal transfer thereof onto 
the translucent film 53 through the hot-melt adhesive, thus realizing a significant reduction in the number of steps. 
Obviously, the reduction in the number of manufacturing steps will become more pronounced as the number of colors 
used in a design increases. 



25 



(2) Materials of respective layers. 



[0066] Now a description will be made of the materials of the respective portions that constitute the pushbutton 
switch or the membrane switch as an example of a push switch and the materials used for the manufacture thereof. 
30 [0067] Note that, as for the switch portion 51 of the membrane switch 50, those materials which are used for the 
switch portion in a typical membrane switch may be employed. Likewise, materials used for a typical membrane switch 
may be also employed for portions of the membrane switch 60 other than the operation sheet 62 of the switch portion 

61 and for the portions thereof described with reference to other embodiments. 

35 Base material sheet 19, 29, 39, 49 and 58 : 

[0068] The indicator layer 1 3, 23, 33, 34, 55, 65 for indicating letters, symbols, patterns, and the like provided on the 
front or rear surface of the pushbutton-switch key top 11 , 21 , 31 , 41 and on the rear surface of the operation sheet 52, 

62 is formed of the colorant layer 1 8, 28, 38, 48, 59 to be printed on the base sheet 1 9, 29, 39, 49, 58, transferred from 
40 an output device that outputs color design data such as a printer. That is, the base sheet 1 9, 29, 39, 49, 58 is a sheet 

that serves as a substrate on which a color design image is formed, and is peeled off after the colorant layer 1 8, 28, 
38 48 59 is transferred thereon. Therefore, it is not a constituent element of the pushbutton-switch key top 11 , 21 , 31 , 
41 'or the operation sheet 52, 62 for the membrane switch 50, 60. A resin film or paper is used for the base sheet 1 9, 
29 39 49 58 Examples of the resin films that can be used include polyethylene terephthalate films, polybutylene 

45 terephthalate films, polyurethane films, polyamide films, polypropylene films, polystyrene films, fluoro resin films, ton- 
omer films, polycarbonate films, and polyvinyl chloride films. Further, examples of the papers that can be used include 
art papers'and coated papers. When a paper such as an art paper or a coated paper is used as the base sheet 19, 
29, 39, 49, 58, ink may penetrate into the base sheet. In such a case, it is difficulty peel off the ink that has penetrated 
into the base sheet 19, 29, 39, 49, 58. Accordingly, a resin film is more preferable than a paper. The kind of the base 

so sheet 19 29 39 49, 58 to be used is selected from among the above-mentioned resin films and papers depending 
on the output device that forms the indicator layer 1 3, 23, 33, 43, 55, 65, such as a printer and on the characteristics 
of the colorant such as ink or toner. The base sheet 19, 29, 39, 49, 58 may have any thickness as far as it is within the 
range that allows printing to be performed by an output device that prints a color design image. 
[0069] It is desirable that, on the surface of the base sheet 1 9, 29, 39, 49, 58, there is formed: a receiving layer on 

55 which a colorant such as ink and toner is easily adhered or carried thereon, according to the output device or the 
colorant used- or a release layer that serves to prevent the generation of burrs due to transfer and allow the colorant 
layer 1 8 28 38 48, 59 to be easily transferred thereon or subjected to a surface treatment. Alternatively, it is desirable 
that the 'base sheet 19, 29. 39. 49. 58 itself is subjected to a surface treatment. In particular, in the case where the 



11 



10 



15 



BP 1 367 618 A2 

indicator layer 1 3 : 23, 33, 43, 55, 65 is formed using an ink jet printer, it is preferable that the receiving layer (or release 
layer) be provided so as to improve the absorption of ink and make the printed dots be closer to regular circles 
[0070] Examples of such a receiving layer (or release layer) include an image bearing layer made of a porous material 
having a binding phase composed of inorganic fine particles bound by a binder resin. Since the image bearing layer, 
when ink is printed from a printer, allows the ink to penetrate into the pores, it has excellent ink absorption and also it 
prevents the flow of ink in the horizontal direction of the base sheet, thereby giving dots that are closer to regular circles 
so that the indicator layer 1 3, 23, 33, 43, 55, 65 capable of indicating an image of high resolution can be obtained ' 
[0071] As the inorganic fine particles that form the image bearing layer, there can be used inorganic pigments such 
as inorganic oxides or hydrates thereof. Specific examples thereof include silica, alumina, alumina hydrate and silica- 
alumina composites. An image bearing layer formed with boehmite, which agglomerates of alumina hydrate or silica- 
alumina composrte sol is preferable since it has a large pore volume and a large mean pore size so that it has excellent 
in ink absorption and also has excellent transparency, water resistance and glossiness. The mean particle size of the 
inorganic fine particles is 1 00 to 1 ,000 nm. preferably 200 to 800 nm. To increasethe transparency of the image bearing 
layer, it .s required to reduce the particle size of the fine particles to a range where substantially no light scattering will 
occur. In the case where the above-mentioned preferable particle size is used, the image bearing layer becomes 
opaque, so that even when it is used as a key top or an operation sheet of an illuminated type pushbutton switch a 
sufficient hght transmittance can be achieved. If the inorganic fine particles have a shape such that they assume a 
structure in which non-spherical fine particles are oriented to form linear pores, that is, if the image bearing layer has 
formed thereto a large number of longitudinal pores that are open in the direction normal to the plane of the base sheet 
then the .nk absorption is further enhanced and the shape of dots become closer to regular circles and thus are more 
preferable. 

[0072] Further, the binder that binds the inorganic fine particles includes starch and modified products thereof pol- 
yvinyl alcohol and modified products thereof, cellulose derivatives, styrene/butadiene rubber latex, nitrile/butadiene 
rubber latex, and polyvinylpyrrolidone. Among these, polyvinyl alcohol and modified products thereof are preferable 
because they have excellent affinity for ink and relatively low glass transition temperature and thus gives satisfactory 
transferability, 7 

[0073] The inorganic fine particles are combined with the binderto form an image bearing layer. The porous structure 
of the .mage bearing layer is preferably such that it has a mean pore size of 3 to 25 nm and a pore volume of 0 3 to 
2.0 cm3/g. In the case where the mean pore size is less than 3 nm or the pore volume is smaller than 0 3 cm3/g the 
penetration of ink becomes difficult. On the other hand, in the case where the mean pore size exceeds 25 nm or the 
pore volume exceeds 2.0 cm3/g, dots close to regular circles are difficult to form and thus are not preferable 
[0074] The porous material having a binding phase composed of inorganic fine particles bound by a binder resin 
gives advantageous effects not only on improvement of the image quality but also on thermal transfer. That is when 
a desired portion of the colorant layer 1 8, 28, 38, 48, 59 is to be transferred onto the key top side, if no such 'image 
bearing layer is present, the boundary surface between the site to be transferred and the site not to be transferred will 
not become sharp, thus resulting in poor exfoliation. In contrast, when such an image bearing layer is provided the 
boundary surface between the surface to be transferred and the surface not to be transferred is made sharp and in 
addition the colorant layer 1 8, 28, 38, 48, 59 is separated neatly from the base sheet 19, 29, 39, 49 58 so that the 
problem of a residual color does not occur. 

[0075] The thickness of the image bearing layer is preferably sufficiently thick to allow penetration of a colorant such 
as ink pnnted by a printer, for example, 2 to 50 ^m, preferably 7 to 45 urn. If the thickness of the layer is smaller than 
7 urn, penetration of the ink becomes insufficient while if it is greater than 45 u.m, thermal transfer cannot in some 
cases be performed neatly. 

45 Indication layer 13, 23, 33, 43, 55, 65 

[0076] The indicator layer 1 3, 23, 33, 43, 55, 65 is a layer obtained by transferring the colorant layer 1 8 28 38 48 
59, which has a letters, a symbol, a design pattern, or the like formed thereon by printing a color design image on the 
base sheet 1 9, 29, 39, 49, 58 using a printer, onto the key top main body 12, 22, 32, 42 or the translucent film 53 63 
The colorant layer 18, 28, 38, 48, 59 that serves as the basis of the indicator layer 13, 23, 33, 43 55 65 is formed 
us.ng an output device that performs batch output of color design images. A typical example of such an output device 
is a pnnter. While a printer may employ various printing systems such as the thermal transfer sublimation system the 
ink jet system, or the laser-exposure thermal developing/transfer system, an ink jet printer is preferably used This is 
because an ink jet printer allows full-color or high-speed printing to be easily performed, making it possible to obtain 
an .mage hav.ng excellent resolution and having an almost photograph-like image quality. Further, due to the provision 
of the above-mentioned image bearing layer, even if an ink for ink jet printing having poor in humidity resistance, 
weatherabihty, color developability, scratch resistance etc. is used, the ink is transferred together with the porous ma- 
tenal wh.le being infiltrated in the porous material, thereby making ft possible to form the indicator layer 13 23 33 43 
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mn™ SSI Um ' d,ty res,stance - weatherability, color developability, scratch resistance etc 

[0077] When an image is to be directly printed on the basic material sheet 1 9 29 Z JI, 
layer (or release layer) provided thereon, the colorant material 1 8 28 38 48 It ™ t f T" 9 "° reCe ' V ' ng 
or toner of a printer is transferred to serve as the indicaTortyer 1 3 23 33 43 ZttOnTl ^ ™ 
where the image bearing layer provided on the base sheet 19 29 if do « ' f ' u th6f hand ' In the case 
porous materia, and the coiorant are transfe'^ 

of the porous material serves as the indicator layer 13 23 33 43 rV . „T ™ J 38 - 48 - 59 Inc| usive 
release layer is provided other than the above-me'nlnedSage bearing .aye a to! tIZ TZ falT^ ^ " * 
and transport property can be attained even rf it remains o? HmTSS ^^"o^^^«7£fSl^ , ^ 
transferred therefrom. However, as for the receivinq laver it is oreferahL frZ M~ ' f W ' th ° Ut bein9 

ferability that the receiving iayer does not remain Tn 'Sas ? * 3™ ^JET * reS °' Uti ° n ^ tranS " 

5S^^!^ — * — d in 

Adhesive layer 15. 25. 35. 45 and first adhesive laver 54 64 

adhesive layer 1 5 25 35 45 as well a* ih* rirc* IZi ' , J. translucent film 53, 63 serving as adherends. The 
the colorant fayer 18 a ' 38 48 ll Z T ?T 54 ' 64 m3y ^ any thickness sufficient for transferring 
generally a th^ness ^'^ ^^30 ^ ^ " " ^ * * " ^ *" ^ 63 ' Md ^ 

Auxiliary coloring laver 14, 24, 34, 44, 56 : 
chLdelbased'^ 

44. 56. The auxiliary coloring layer 14 24 34 i SSSSSHTnS? T ? C0 '° rin9 layer 14 ' 24 " 34 ' 

y y J4, 44, 56 is preferably translucent when switches of the illuminated type 
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are to be produced. The thickness of the auxiliary coloring layer 14, 24, 34, 44, 56 is preferably 1 to 30 um If the 

?.'? n n ,S ' eSS tha " 1 m ' the effSCt ° f adding SUCh colorations as w hite. silver etc is insufficient. On the other hand 
if the thickness is above 30 urn, not only the color adding effect does not increase any more but also the translucency 
thereof is aggravated. However, in the case where the auxiliary coloring layer 44 is provided on the base sheet 49 side 
and the auxiliary coloring layer 44 is also transferred to the key top body 43 as shown in Embodiment 4, it is preferred 
that the auxiliary coloring layer has a smaller thickness from the viewpoint of its transferability. 

Key top main body 12, 22, 32, 42 : 

[0084] The key top main body 1 2, 22, 32, 42, which constitutes a part of the pushbutton switch 1 0, 20 30 40 refers 
aver e i P 3° T£ ^ ^ t0 P 1 1 ' 21 ■ 31 ■ 41 elusive of various functional layers such as the indicator 

layer 13, 23, 33, 43 and the adhesive layer 15, 25, 35, 45. Mainly a resin is used for the key top main body 12 22 32 
42. The resin is a transparent or semi-transparent resin in Embodiment 1 and may be a resin otherthan the translucent 
resin in other embodiments, except for the case where a pushbutton switch of the illuminated type is to be produced 
The reasons for the above are as follows. In the case of the pushbutton-switch key top 11, 21 , 31 , 41 of the illuminated 
type, light must transmit through the key top main body 1 2, 22, 32, 42. so that the resin must be translucent On the 

IT ** ™ 2 thOU9h 4 ' thS indi ° at0r ' ayer 23 ' 33; 43 is formed on the surtace °» the key top main body 

22 32 43, so that the key top main body 22, 32, 42 needs not be transparent or semi-transparent in order for the 
indicator portion to be visually recognized. 

E 00 ? 51 , i Xamp 'f S ° f the reSin that can be used forth e key top main body 12, 22, 32, 42 include, for example, various 
kinds of thermoplastic resins, thermosetting resins, moisture curing resins, and photocuring resins, such as polyester 
resins, polycarbonate resins, polymethyl methacrylate resins, polyurethane resins, polyamide resins, silicone resins 
acryhc resins and epoxy resins. The key top main body 12, 22, 32, 42 is produced by filling a heat molten resin or a 
.quid uncured resin in a mold having a desired shape and solidifying it by injection molding, compression molding 
transfer molding, rotation molding or the like. 

Keypad 17, 27, 37, 47 : 

" J!! 6 P^hbutton-switch key top 1 1 , 21 , 31 , 41 , on which the indicator layer 1 3, 23, 33, 43 is formed is integrally 
bonded to the key pad 1 7, 27, 37, 47, with rubber-like resilient material, for example, natural rubber, styrene-butadiene 
rubber, silicone rubber, ethylene/propylene rubber, or a thermoplastic elastomers (hereinafter referred to as TPE") 

1°^%ZT^S% T T °' efin - baSed TPES " eSter " baSed TPES ' ° r -Abased TPEs to produce the 
Translucent films 53, 63: 

[0087] Translucent film 53, 63 that constitutes the operation sheet 52, 62 used for the membrane switch 50 60 has 
a function of protecting the indicator layer 55, 65. A resin film having light-transmitting property, such as those films 
made of resins, for example, polyethylene terephthalate films, polybutylene terephthalate films, polyurethane films 

2r h tn^n P yP T !i'T S ' P° lyst y rene films - fluoro resin fi >™. ionomerfilms, polycarbonate films, and poN 
yvmyl chlonde films, can be used for the translucent film. The thickness of the translucent film 53, 63 is 25 to 200 urn 
including s,tuat,on where they are used in large-scale appliances. However, where a reduction in thickness is desired' 
U th? H eS f ° ^ ans J" cent f«m «• set to 25 to 1 00 pm. If the film thickness is smaller than 25 pm. the protection 
of the indicator layer 55, 65 ,s insufficient. On the other hand, a film thickness greater than 200 pm has poor transpar- 
ency, and ,s not preferable for a membrane switch that is required to have a small thickness, and in addition the 

HT^SsSn^nsT^ 0 ^ aCCUraCy therSOt beC0m6S P °° r S ° th3t SWitCh Cann0t Perf0rm ftS SWteh ,Uncti0n 

Second adhesive layer 57 

EJUS '" the t membra " e switch 50, the second adhesive layer 57 for adhering the operation sheet 52 and the switch 
portion 51 together is a layer having the function of adhering the operation sheet 52, which is composed of the trans- 

« T^l fi I T n ,f I 7 " ' 54, indi ° a,0r ' ayer 55 ' and ' 35 0CCasion demands - *e auxHia-y coloring .ayer 
56. onto the flexible Mm 51 c of the switch portion 51 . In addition to a commonly used adhesive, an adhesive tape or 
the like may be used for the second adhesive layer 57. 
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Examples 

[0089] Hereinbelow, the present invention will be described by way of examples and comparative examples. It is to 
be understood, however, that those examples of the present invention should not be construed restrictive ly. 
[0090] Examples 1 through 4 of the invention relate to a pushbutton switch, and more specifically to the manufacture 
of its key top. Further, Example 5 and Comparative Example 1 relate to a membrane switch. 

Example 1 : (Fig. 1 and Figs. 2A through 2E) 

[0091] On a predetermined base sheet 19, color design data prepared by using a personal computer is printed by 
using a predetermined printer, thereby forming a colorant layer 1 8 on the base sheet 1 9. In this case, there are also 
prepared samples in which a predetermined receiving layer (not shown) is provided on the base sheet 19. A predeter- 
mined translucent hot-melt adhesive layer 1 5 is uniformly coated by screen printing at a thickness of 5 ujti on the back 
surface 12a of a key top main body 12 made of a polycarbonate resin formed by injection molding or on the colorant 
layer 1 8, and is then dried to cure. Thereafter, the key top main body 12 and the base sheet 19 are aligned such that 
the colorant layer 18 is transferred on the back surface 12a side of the key top main body. Then, the key top main body 
1 2 and the base sheet 1 9 are pressed against each other under the pressure of 0.3 MPa and thermal transfer is effected 
under application of a predetermined temperature for 2 seconds. Thereafter, the base sheet 19 is peeled off, thereby 
forming an indicator layer 13 on the back surface 12a of the key top main body 12. Depending on the sample used, a 
predetermined auxiliary coloring layer 14 is coated at a thickness of 5fim on the indicator layer 13. Thus, a pushbutton- 
switch key top 11 corresponding to each of Samples 1 through 11 is obtained. The materials and manufacturing con- 
ditions employed in this case are shown in Tables 1 and 2. 
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£S I th 63 1 ' " S6d f ° r thS PET film SSrVing aS the base sheet is LUMIRROR (from Toray Industries Inc ) 
K P ° h y o arb0 T f ' m iS MAKROFOL < from Bayer Ltd.). and used for the acrylic film is ACRYPLEN HBS001 

of a orlt ^ 1 T" °" ^ r6CeiVing ' ayer ' ° ne ° f thS f0 " 0Win 9 is used: an imaae ^"9 «ayer formed 
of a porous matenal hav.ng a bmding phase composed of boehmite that is bound by polyvinyl alcohol; an Image bearing 
layer formed of a porous material obtained by binding xerogel. which is obtained by Moving a solvent fSnsS 
alumma composrte so by polyvinyl alcohol; and a receiving layer formed of polyvinyl alcohol res^lyester rel ?ns 
244LX (Takamatsu CM a Fat Co., Ltd.) formed on the base sheet 1 9 at a thickness of 25 -on, Further, specific examples 

L Cd Ir™ ; Ca, « in . Ta . b ' eS 1 2 bS 9iVSn aS f0 " 0WS - That is ' SNA ^ nk «™ 4> ChemteaTco 
mit a Hh ' I 7 S rf' k ° AdV3nCe L,d ) are US6d f0r the " acr y |ic " hot " melt adhesiva and the "urethane" h£ 

Ted forth'" 6 ' T FUrt , her ' STR (fr ° m Seik ° AdVanCe Ltd) and SG41 0 ink ( from s ^ko Advance Ltd ) a£ 

usedforthe acryhc" auxil.arycolonng layer and the "urethane" auxiliary coloring layer, respectively Further as forfhe 
".nk jet" pnnter, PM890 (from Seiko Epson Corporation) h used, except that SOLJET SJ 500 (from Roland DG Cor 
porat.cn) ,s used for Sample 9. For the "thermal transfer" printer and the "laser-exposure thermal X2o5na/S^- 
pnnter MD5000 (from A.ps Electric Co., Ltd.) and Docuprint C620 (from Fuji Xerox Co! Ltd™ JsTrefpe^X 

znl°sZr \ PUre T f ° r " 6aCh tVPe ° f thS pnnterS iS USed - " ote ™ "in* to Se^ZTTl- 
o those T1ZH Z ^ 9 ' ayer 1 4 ' f ° r convenience of comparison, it is indicated in Tables 1 and 2 that' each 
elrh nr th P «? f yer StmCtUrS corresD ° ndin 3 to that of F'S- 1 ■ To be precise, however, the layer structure of 
each of those Samples corresponds to the structure of Fig. 3 from which the auxiliary coloring layer 14 is omitted 

Example 2 : (Fig. 3 and Figs. 4A through 4E) 

[0093] On a predetermined base sheet 29, color design data prepared by using a personal computer is printed bv 
us.ng a color pnnter emp.oying a predetermined printing system , thereby forming a colorant layer 28 onthe base See' 
29 hav.ng a predetermined receiving layer (not shown) provided thereon. Depending on the sample used a prodeter 

22 ZJZ arV T k 9 24 l S Un "° rmly C ° ated 3t 3 thiCknSSS ° f 5 » m on a surface 2 * a of a key top main body 
tl r u n^rmlv° C o=t r H°K ^ ^ * injSCti ° n m ° Then ' & P red ^rmined translucent hot-melt adheZ 
I nd * ThJ « ' T °y ^reen-pnntmg on the co.orant layer 28 or on the surface 22a of the key top main body 22 
and .s then dned to cure. The key top main body 22 and the base sheet 29 are aligned such that the colorant laverls 
^ ransferred on the key top 22 side. Then, the key top main body 22 and the base sheet 29 are pressed TZ nst each 
other under the pressure of 0.3 MPa and thermal transfer is effected under application of a predetermined temperaTu'e 
teeao^ 

<° NnL thlf wf V T 6 mater,als and manufacturing conditions employed in this case are shown in Table 

fn S^tEt^i 3 haV r ng n ° aUXNiary C0 '° rin9 ' ayer24 ' forconve "^"oe of comparison, it is indicated 
£,mn 1 1 , y ! f u tUre therSOf corres P° nds to that of Fig. 3. To be precise, however, the layer structure of 

Sample 1 3 corresponds to the structure of Fig. 3 from which the auxiliary coloring layer 24 is omitted 
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lTso^pply T to bl ible W 3 ere S3me deS ° ripti0nS aS those of Tables 1 and 2 are 9 iven - ^ materials described in Table 
Example 3 : (Fig. 5 and Figs. 6A through 6E) 

STJh/ri? 14 t 0b T ? d in SamS manneras Sam P |e 12 exceptthatthe auxiliary coloring Iayer24 is provided 
Example 4 : (Fig. 7 and Figs. 8A through 8E) 

C00SS3 Sample 1 5 is obtained in the same manneras Sample 1 2 except that, instead of providing the auxiliary coloring 
teyer 24 on the fiont surface 22a of the key top main body 22 as in Sample 1 2 of Example 2, an auxiliary cotorinaTayer 
44 ,s provided by coat.ng on the front surface of a colorant layer 48 and a hot-melt adhesive 45 is provTded ly oo^Z 
on the auxiliary coloring layer 44 provided on the colorant layer 48. coaung 

Example 5 : (Fig. 1 0) 

™lt b rf aSe 58co " s,stin 9 of a PET film ° r an acrylic film having a thickness of 1 00 jut, and provided with 

oredetrZ H I™ 9 * bea ™9 ^ ^ da " 9 " data prepared by USina 3 P e ' sonal computer b printed by using a 
predetermined printer, thereby forming a colorant layer 59 on the base sheet 58. On the colorant layer 59 a predeter 
mined translucent hot-melt adhesive layer 53 is uniformly coated by screen printing at a thickness of 5 urn and!s men 

TrZ r - 1 h "L 3 : 9nment ' S Perf ° rmed S ° th3t thS C0 '° rant ,ayer 59 is transferred onto the translucent f i^ 53 in 
good conformrty wrth the predetermined translucent layer 53 having a thickness of 50 m . The base sheet SB and the 

aSc 2 ?s^ 

3 iSL f * t ™, ereaftar - the base sheet 58 is P^lad off, thereby forming an indicator layer 53 on the front 

surface of the translucent film 53. Depending on the sample used, a predetermined auxiliary coloring layer 56 is coated 
a a thickness of 5 pm on the indicator layer 55. The operation sheet 52 thus obtained is adhered onto a ftexibTe flfm 
S^aswrtchporhonSlusingal^ 

emTvedTthT """T"** ? S3Ch ° f Sam P les 16 *»ugh 22. The materials and maSS^cSSK 
employed in this case are shown in Tables 4 and 5. 
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[0098] In Tables 4 and 5, used for the PET film serving as the base sheet is LUMIRROR (fromToray Industries. Inc.), 
and used for the acrylic film is ACRYPLEN HBS001 (from Mitsubishi Rayon Co., Ltd.). As the receiving layer, one of 
the following is used: an image bearing layer formed of a porous material having a binding phase composed of boehmite 
that is bound by polyvinyl alcohol; an image bearing layer formed of a porous material obtained by binding xerogel, 

5 which is obtained by removing a solvent from silica/alumina composite sol, by polyvinyl alcohol; and a receiving layer 
formed of polyvinyl alcohol resin/polyester resin (NS-244LX (Takamatsu Oil & Fat Co., Ltd.)) formed on the base sheet 
58. Further specific examples of the materials etc indicated in Tables 4 and 5 may be given as follows. That is, SNAP 
ink (from Jujo Chemical Co., Ltd.) and SG740 ink (from Seiko Advance Ltd.) are used for the "acrylic" hot-melt adhesive 
and the "urethane" hot-me!t adhesive, respectively. Further, STR ink (from Seiko Advance Ltd.) is used for the "acrylic" 

10 auxiliary coloring layer. Further, as for the "ink jet" printer, PM890 (from Seiko Epson Corporation) is used, except that 
SOLJET SJ-500 (from Roland DG Corporation) is used for Sample 21 . For the "thermal transfer" printer, the "laser- 
exposure thermal developing/transfer" printer, and the "thermal transfer sublimation" printer, MD5000 (from Alps Elec- 
tric Co., Ltd.), Docuprint C620 (from Fuji Xerox Co., Ltd.), and CAMEDIA P-400 

(from Olympus Optical Co., Ltd.) are used, respectively. As for the printer ink, pure ink for use in each type of the 
15 printers is used. 

Comparative Example 1 : 

[0099] On a base sheet consisting of a PET film having a thickness of 100 ujti and provided with a predetermined 
20 image bearing layer, color design data prepared by using a personal computer is printed by using a predetermined 
printer, thereby forming a colorant layer on the base sheet. On the colorant layer, a predetermined translucent hot-melt 
adhesive is uniformly coated by screen printing at a thickness of 5 ujti and then dried to cure. Then, the hot-melt 
adhesive is .melted at 200°C and adhered onto a predetermined translucent f ilm having a thickness of 50 u/n, thereby 
obtaining an operation sheet formed of the base sheet and the translucent film which are joined together. Thereafter, 
25 the operation sheet is adhered onto a flexible film using a light-transmissive double-faced tape. Sample 24 is obtained 
by joining the base sheet side of the operation sheet to the flexible film, and Sample 25 is obtained by joining the 
translucent film side of the operation sheet to the flexible film. The materials and manufacturing conditions employed 
in this case are shown in Table 5. 

[0100] With respect to Samples 1 through 15 obtained in Examples 1 through 4, evaluations are performed on printing 

30 property (resolution), transferability, storage stability, and image quality (color reproducibility). As for the printing prop- 
erty, based on the indication image obtained after the transfer, samples with a very good resolution are marked "A", 
samples with a good resolution are marked "B", and samples with a resolution equivalent to that obtained by conven- 
tional screen-printing or the like are marked "C". With regard to the transferability, samples in which a transfer portion 
and a non-transfer portion can be sharply peeled off from each other at the boundary therebetween, with no transfer 

35 residue remaining on the base sheet, are marked "A"; samples in which the transfer portion and the non-transfer portion 
can be sharply peeled off from each other but transfer residue remains on the base sheet are marked "B"; and samples 
in which burrs are generated on the boundary between the transfer portion and the non-transfer portion are marked 
"C". Further, the storage stability is evaluated on the basis of a humidity resistance test (45°C, 95%RH, 120 hours), 
and samples in which the image quality does not change from that of the initial image are marked "A"; samples in which 

40 there is even a slight change in the image quality from that of the initial image are marked "B"; and samples in which 
the image quality is clearly reduced from that of the initial image are marked "C". As for the image quality (color repro- 
ducibility), samples in which full-color representation of a near photograph quality is achieved are marked "A"; samples 
in which some slight color fading is observed depending on the hue are marked "B"; and samples with inferior image 
quality are marked "C". The results are shown in Table 6. In addition to those evaluation items, evaluations are made 

45 with respect to the operating feel and operational accuracy. With regard to the operating feel, samples in which a clear 
depressing sensation is obtained when performing a depressing operation on the switch are marked "A"; samples in 
which such a sensation is obtained more or less are marked "B"; and samples in which almost no such sensation is 
obtained are marked "C". As for the operational accuracy, samples in which on -off switching is effected for a switch 
with accuracy when performing a depressing operation on the switch are marked "A"; samples in which the switching 

so is not effected in some rare cases are marked "B"; and samples in which the switching is frequently not effected are 
marked "C". The results are shown in Table 7. 
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[01 01] Samples 1 through 6 according to Example 1 , which are constructed such that a color design image outputted 
by a printer can be viewed from the front side (the printing surface side), and Samples 16 through 18 according to 
Example 5 are supenor in terms of printing property to Samples 12 through 15, and 22. which are constructed such 
that the color design image ,s v.ewed from the back side (the side opposite to the printing surface). Further Samples 
1 through 6, and 1 2 through 1 8 in which an image bearing layer, which is formed of a porous materia, having a Zing 
phase composed of morgan.c particles that are bound by a binder resin, is provided on the base sheet and the imaae 

andS ayer | S KTr? r I d "P - "? ' t0 ,ndteBlBr layer ' P articulari y client in terms of transferabi .?ty 

and storage stability. Further. Samples 3, 5 though 7, 1 2. 1 4, 1 5, 1 7, 1 8. and 20 each having the auxiliary coloring layer 
provided there,n are particularly -excellent in terms of image quality (color reproducibility)! this case^the eva.uatbn 
on the image qualrty ,s »B» for Samples 9 through 11 . and 21 through 23 presumably because no receiving layer is 
provided therein^ Also Samp.es 24 and 25 in whfch the base sheet is used as the operation sheet without S pee ed 
off are clearly infenor in terms of operating feel and operational accuracy 9 P 

[0102] The pushbutton switch according to the present invention has an indicator layer in which a large number of 
etters , symbo s etc can be indicated and fine, complex picture patterns, color designs etc can be represented Sch 
is excellent in terms of resolution as well as design property. aenieu. wnicn 

[0103] The membrane switch according to the present invention has an indicator layer in which letters symbols 
complex picture patterns, co.or designs etc can be indicated with sharp clarity and which is exceHertT^T^ 
o^r^n erroS 9 " ^ m6mbrane * 9 °°* ™*"«Q * less pron^prelsTng 

fSe?nd ica ^. h ^ r th . e f indiC H t0r P ° rti0nf ° rmin 9 method for a ^itch according to the present invention, in which 
Iteps'eatd iSTof J2S ^ T Printer> ° bViateS ne6d t0 Perf0,m St6pS SUCh as -nventiona. printing 
J S «T L 9 ° ° r ' mage ° r 9 multi - color imaae is ^ be formed, making it possible to produce 

push swrtches inexpensively irrespective of the production quantity thereof without causing the problems of the sk5f 
m,sreg,strat.on. mtrusion of foreign matters etc. associated with the use of printing techniques. FuSher ^e push 

STo^ 9 in K V ! nti0n * Whi ° h indiCat ° r ' ayer h3Vin9 the COlorant infiltrated in ^e image bearing layer 

is fomried, is a push swrtch hav.ng an indicator layer that allows for high image quality and has high water resistance 

.a:e? e o r nto h i PUSh SWitCh aCCOrdin9 * ^ ^ * tormad by ^^^.^^3^ 

^^^■ST 8 " I lM " n Wtth 3 trans ? arent ° r semi-transparent hot-me.t adhesive, whereby 

there is no need to perform such post-processing as cutting the printing sheet into a desired shape, thereby allowing 
easy and high-yield production of the push switch. '"ereoy allowing 



Claims 
1. 



An indicator portion forming method for a push switch (1 0, 20, 30, 40, 50, 60). in which an indicator portion indicatinq 
a co.ordes.gn image including a letter, a pattern, and a design is formed on the push swrtch. the method comprising 

forming a colorant layer (1 8, 28, 38, 48, 59) by printing a color design image on a base sheet (1 9. 29, 39 49 
Do) Dy a pnntsr, ' * 1 

transferringthecolorant^ 

(1 5. 25, 35, 45. 54. 64), the transfer resin constituting a surface of the push switch- and 

fonming an indicator layer (13, 23, 33. 43. 55. 65) on the transfer resin (12, 22, 32.42, 53. 63) by peeling off 

the base sheet (1 9. 29. 39. 49, 58) and using the colorant layer (1 8, 28. 38. 48. 59) as the indicator laye? 

2. An indicator portion forming method for a push switch (10, 20, 30, 40) according to claim 1. wherein the push 
switch ,s a pushbutton switch (1 0, 20, 30, 40) having a key top made of a resin, and the transfer relrf 1 2 22 32 
42) is a key top main body (12. 22, 32. 42) of the pushbutton switch. 

3. An indicator portion forming method for a push switch (50, 60) according to claim 1 

wherein the push switch is a membrane switch (50, 60) comprising: an operation sheet (52 62) which is 

aZnwS H ° r ' ayer (55, 65) indiCatin9 3 C °' 0r d6Si9n ima9e inC ' udi "9 a a Pa«em anj ^n 

Tl lZa^Z depreSS ' ng ° peratl0n k ,S Pe*>™ed; and a swrtch portion (51 , 61) having contact electrodes (51a. 

on r 0 ;:^ ^■srsr from each other are brousht int ° conduction by the — 

^ wherein the transfer resin (53. 63) is a translucent film (53. 63) constituting a part of the operation sheet (52. 
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4. An indicator portion forming method for a push switch (10, 50, 60) according to any one of claims 1 through 3, 
wherein the transfer resin (12, 53, 63) is formed of a transparent or semi-transparent resin and the colorant layer 
(18) is transferred to a back surface of the transfer resin (12, 53, 63). 

5. An indicator portion forming method for a push switch (1 0, 20, 30, 40, 50, 60) according to any one claims 1 through 
4, wherein the base sheet (19, 29, 39, 49, 58) has an image bearing layer and the colorant layer (18, 28, 38, 48, 
49) is formed by printing the color design image on the image bearing layer by the printer. 

6. An indicator portion forming method for a push switch (10, 20, 30, 40, 50, 60) according to claim 5, wherein the 
image bearing layer is formed of a porous material which has a binding phase composed of inorganic particles 
that are bound by a binder resin and in which a large number of longitudinal slits opening in a direction normal to 
a plane of the base sheet (1 9, 29, 39, 49, 58) are formed. 

7. An indicator portion forming method for a push switch (10, 20, 30, 40, 50, 60) according to any one of claim I 
through 6, further comprising forming an auxiliary coloring layer (14, 24, 34, 44, 46) for adding such colorations 
as metallic colors including gold and silver, or a white color. 

8. An indicator portion forming method for a push switch (10, 20, 30, 40, 50, 60) according to any one of claims 1 
through 7, wherein the adhesive (15, 25, 35, 45, 54, 64) is a transparent or semi-transparent hot-melt adhesive 
and the transfer of the colorant layer (1 8, 28, 38, 48, 49) is effected by thermal transfer. 

9. An indicator portion forming method for a push switch (10, 20, 30, 40, 50, 60) according to any one of claims 1 
through 8, wherein the color design image is printed by using a printer employing an ink jet printing system. 

10. A push switch (10, 20, 30, 40, 50, 60) which has an indicator portion indicating a color design image such as a 
letter, a pattern, or a design, comprising an indicator layer (13, 23, 33, 43, 55, 65), which is obtained by printing a 
color design image by a printer though an adhesive layer (1 5, 25, 35 : 45, 54, 64), on a surface of the push switch. 

11. A push switch (10, 20, 30, 40) according to claim 10, wherein the push switch is used as a pushbutton switch 
having a key top made of a resin. 

12. A push switch (50, 60) according to claim 10, wherein the push switch is used as a membrane switch comprising: 
an operation sheet (52, 62) which is provided with the indicator layer (55, 65) indicating a color design image 
including a letter, a pattern, and a design and on which a depressing operation is performed; and a switch portion 
(51, 61) having contact electrodes (51a, 51a) provided in opposed positions, the switch portion executing a pre- 
determined switch function when the contact electrodes (51a, 51 a) that are insulated from each other are brought 
into conduction by the depressing operation on the operation sheet (52, 62). 

13. A push switch (60) according to claim 12, wherein the push switch (60) is used as a membrane switch (60) in which 
the operation sheet (52, 62) constitutes a part of the switch portion (51 , 61) and the contact electrodes (51a, 51a) 
are formed on the operation sheet (52, 62). 

14. A push switch (10, 20 : 30, 40, 50, 60) according to any one of claims 10 through 13, wherein the surface of the 
push switch (1 0, 20, 30, 40, 50, 60) is formed of a translucent resin and the indicator layer (13, 23, 33, 43, 55, 65) 
is formed on a back surface of the resin. 

15. A push switch (10, 20, 30, 40, 50, 60) according to any one of claims 10 through 14, wherein the indicator layer 
(13, 23, 33, 43, 55, 65) is formed by transferring a colorant layer (18, 28, 38, 48, 59) to a transfer resin (12, 22, 
32, 42, 53, 63) constituting a part of the push switch (10, 20, 30, 40, 50, 60), the colorant layer being formed by 
printing the colorant layer on a base sheet (19, 29, 39, 49, 58) having a porous image bearing layer by a printer 
and impregnating ink into the image bearing member. 

16. A push switch (10, 20, 30, 40, 50, 60) according to claim 15, wherein the image bearing layer is formed of a porous 
material which has a binding phase composed of inorganic particles that are bound by a binder resin and in which 
a large number of longitudinal pores opening in a direction normal to a plane of the base sheet (19, 29, 39, 49, 
58) are formed. 

1 7. A push switch (1 0, 20, 30, 40, 50, 60) according to any one of claims 1 0 through 16, further comprising an auxiliary 
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coloring layer (14, 24, 34. 44, 56) for adding such colorations as metallic colors including gold and silver or a white 
color. 

18. A push switch (10. 20, 30. 40, 50. 60) according to any one of claims 10 through 17. wherein the adhesive layer 
(15, 25, 35, 45, 54, 64) is formed of a transparent or semi-transparent hot-melt adhesive. 

19 ' i * 2 °' 30, 40, 50, 60) accordin 9 to an V ° n * °f claims 10 through 18, wherein the indicator layer 
(1 3, 23, 33, 43, 55, 65) is obtained by transferring the colorant layer (1 8, 28, 38, 48, 59) printed by an ink jet printer. 

20. A push switch (10, 20, 30, 40, 50, 60) according to any one of claims 1 0 through 19, wherein each of the layer is 
translucent so that light exiting from an inner light source can be transmitted therethrough to the exterior for illu- 
mination. 
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Fig.3 
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Fig.4A 




32 



1 



EP 1 367 618 A2 




33 



EP1 367 618 A2 



Fig.6A 
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Fig. 7 
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Fig. 8 A 
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Fig.9 
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Fig. 13 
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Fig. 15 
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Fig. 16 



YELLOW-ORANGE LETTER 



YELLOW GRADATION 





/ h — 




ABC 

► 



BLACK LETTER 



YELLOW LETTER 



LIGHT BLUE GRADATION 



43 



EP 1 367 618 A2 





45 




THIS PAGE BLANK (USPTO) 



